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STRUCTURES

- Casco Bay Steel Structures
One Wallace Ave, South Portland ME 04106
AWS - Welding Procedure Specification (WPS)

- WeldOffice WPS . .
| WPS record number 664 Revision | Qualified o [AWS D15
| Date 510612016 1 Company name E Casco Bay Steel Struclures
? Supparting PQR(s) 613 FCM
E Reference docs.
? Scope
Groove
iJo?nl Joint detaids for this welding procedure speehication iy
1t JOINTS soclion of th's WPS
BASE METALS - - THICKNESS RANGE QUALIFIED ™
%Twe Greo s, Grp-no. - As-welded With PWHT
{Welded to Gr 50 Pno. Grpno. - A W T W Hax
f- Backing: tone P-no. Grpno. - | Complete pen. - - - -
i Retainers i I'rﬂp.':ld lesled ) ) ”
{Notes | iPatialpen, I . .
o | [Filletwelds - - - i -
' T S S © DIAMETER RANGE QUAUFIED @)
As-welded With PWHT i
- M Marl. i Min Max, '
FILLER METALS e T THICKNESS RANGE QUALIFIED )
welded !
Classification Fno. | Ao Chemical 2nalysis or Trade nama A ‘Wnth PYWHT |
Boe u TF o | 1 o - ! e Max. M. Max. ]
E70C-6MH4 ‘6 i ESAB Core Weld C6 - i - - -
i - = - - None -
GMAW
Type Semi-automalic
Min‘mum prehealfinlerpass lemperature  {F) SEE BACKPAGE
Maximum interpass temperalure ('R 390F
Filler matal size (n) 052
Layer number ;
Posilion FH I
Weld progressicn Hol applicable ‘
Current/polarity DCEP (revetse po'arity)
Amperes 296
Volts 291
Travel speed (i fmn) 131
Maximum heat inpul {xkin) 39.5
Wira fead spaed (in Amin)
Arc transfer mode Spray
Shielding: Gas lype Argon/CO2, 90/10
Flow rate <y 35
Trailing: Gas lype
Flow rate (em)
| Backing' Gas type
i Flow rala {efr)
| Slring or weave Stringer o Weave
 Orificefgas cup size
lCTwWD o) 5
;l'.‘.u]'ti.'Shg.'e pass per sids Sing'e or Multplo passes
| Multi/single eltectrode Single electroda
| Maximum pass thickness )
| Weld deposil chemislry E70CHMH4
Notes
N 'CO r
Rfvee \op0d
gl
TR PR
e V
_______ R - (c) Copyright 2016 C-spec Sofimave. Allrighis reserved workhwide.
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Casco Bay Steel Structures
One Wallace Ave, South Portland ME 04106
AWS - Welding Procedure Specification (WPS)

WeldOffice WPS
WPS record nurmber i 664- Revision Qua!wl"ad Io AWS DS i
Date | 5/0€12016 ' Compmy name ! Casco Bay Stee! Stuclures
JOINTS Tw‘cal jolnl{b) See nctual  production drawings and r:nukmmuu spulﬂv.a:luns for details, - i B -
PARAMETERS
A v TS
rod 296 29.4 13.1
max 326.8 31.1 16.1
min 266.4 27.1 11.1
TG-P6-GF
Fillet weld may bo
placed on second
side as required
by plans
ipe of groove s Smge U groove PJP  Minimum qroove angle
i T i ~ i Minimum rool opening
{ Maximum oot face

PREHH\T TABLE

Appi icable slandard

' AWS D1.5 Bridge We!d'ng CodFor thickness 1/8 Lo :w[m) 50(°F) P(eheal 1o 78{°F) if he base mel.'al lempe(atum is be'ow 32{‘F)
Over 34 thru 1-1/2(in.): 70{°F).

Over 1-1/2 thru 2-472{in )z 150(°F).

Over 2-112(in.): 225(°F). ﬂe!or lo AWS D1.5 2010 Table 4 3 (pg 85)
H
i
TEChWoUE o . R ) B
Peening Notused
Surface prepatation GrindiBlast/chemicavirebrush clean to be free of moisture, slag, millscale, oils, dust
InitiaYinterpass cleaning Brushing and Grindng
Back gouging method Grinding or Air Carbon Arc Gouging
wotes ' I .
2\ } b
Stgnature 1 Signature 2

 Name rgnalure

o ole

\ Matthou J Gol o
_5*/ e 14 CWI 08051341 9;
S!gualuros ? h Qe FXP 51112017 . ngnalurod -

EName a Signatura gName a S\gnatwo

.'mcrrm'vlp'ééhumm ) ) ) o ) (€) CopytigH 2018 € spec Goftwzra. Al ights rescrved workledide.
Calaloq n* WPSINT i T Peae? of 2




Casco Bay Steel Stru{:tuies? Inc.
WELDING PROC

EDURE SPECIFICATION

Malersial specilication
Welding process
Manual of machine
F’osmon of weldmg
F‘Iler melal specification

Fller matafclasszhcalmn i h: *
S ;
/6907 o Flow rale__ 32 €I~ %

Shleldlng gas 70 7
4 : i ——

Single or mulliple pass _

Single ar mulllple arc —‘"—fﬂf

Welding curren

Polarity [1C. F ;:
VWﬂdMQ{nogw5$on__4_SJ1__f4£l5iIEg_l__,___.,_,___4__g_e—f-—g—f—f——rgg—”—-———
o l - MaraTuUr-s

Hool lreatmenl |2

Preheat and inlerpa.ss !emperalure_j’g MJLLM,A
i )"{d/
—~ PAR. L8 -FC/M= 3.8 KJ /1w

Postheat lernperalure

Hedt Inpul KJy M’\;\?a '3
35 0 K3/in Min Sor siagle ?msg Preheats to the NYSSCM
— Minimum Praheat and Interpass Temperature, °C [°F] -
) r Grs
i e - Thickness of Thickest Part at to 3/4 N r S0W
Point of Welding, mm (in] : SOF 100F
Qver 20 mm Over £0 mm over 3/4 to 1-1/2  70F 200F
[34in] {l4721i 5 i
. To 0 mm m40::\m lgﬁ;m:i T over 1-1/2 to 2-1/2 150F  300F
WeldingProcess (Hase Metal) (344 in] tnch. {1172 Incl.  [2-MZin] lncl (2-UZin) over 2-1/2 2235 350F
SAW; GMAW; FCAW: SMAW (M270M M270) — #
|A TOOM (A 709)] 345050) - 10150} 26 (70} &5 11501 s
- : e e __af oF —ofF
ECM GrbD 150. 2.00 2.25 3 05
Fem Groow” | 50°F  ase” gasr 350°F
. . WELDING PROCEDURE
e - J_L,x LonTerpass i
g Aelding corenl i — ¢
Pass | E'eclrode Wing pemenl Travel 564' "1 11‘ S G —— L
Joint detail = [ GjT"

no. size | Amperes Volls speed Al DI.5~ i
| 3e7%7 2.9 |15, 5 i a9 F

387 | 81 |in% | g
A5 . . o &%m ; B

ora | e ’f@ fe Te U 7o /8
REQ 9743 | o P30
\ 3387 | B (7-3
“s/% ?&g):) 0332 T e 1o

2813 |2%.0 1135 | Y

This pro
proredure may vary due lo labricalion sequence fit-up, pass size, elc., within 1he I:mnahon ol variables given in

; applicable A.W.S. odes oOr ‘contract 'specifications
Procedure no. VFC-"’l fﬂl@ Contraclor e 5C0 HC }/{
Revision no. o B Authorized By EC_WZ/&
Dale __ f’_‘_:_ - é ‘ S ——

3~ e -
\WJ - //30"\ '//)(\,!j@/%Q

&




Casco B_a_ir Steel Structures
One Wallace Ave, South Portland ME 04106
AWS - Welding Procedure Specification (WPS)

T B WeldOlfice WPS B
WPS record number 653 Revision Qualifed lo AWS D15
Date 10v5/2015 i Compeany name Casco Bay Steel Struclures
Supperting PQR(s) 613 FCAL
Reference docs.
Scope
Groove
Joint Joint datails for this we!d ng procadure specfication in:
JOINTS section of this WPS
BASE METALS - - i THICKHESS RANGE QUALIFIED ] (0
Type Gr 50 P-no. Grp-no. - As-welded With PWHT
Weldad to Gt 50 P-no. Grp-no. - ~ Min Max | Min Mk,
Backing’ as rqd P-no, Gip-no. - Complele pen. -
Relainers kupact tested B N ) )
Noles Partial pon. ) N . .
i Fillel welds - . - -
T ' DIAMETER RANGE QUALIFIED )
As-welded With PWHT
N, Max £ . Max.
FILLER METALS ) - B ~ THIGKNESS RANGE QUALIFIED in)
. As-welded With PWHT
SFA Classificalion F-no. | Ano. Chemical analysis or Trade name i el 4
N o DT . Mi.'_l Kin. Kax.
GMAW 536 E70C-6MH4 6 ESAB Core Weld C6 - )
Sup. filler - - - - -
\WELDING PROCEDURE ) - - - ] B
Weldng process GMAW
Type Automatic / Semi-Automatic
Min‘'mum preheatfinterpass lemperature {F)] SEE BACKPAGE
Maximum interpass lemparalure {'F) 3%0F
Fitler metal size (o) 052
Layer number
Position FH
Weld pregression Not applicable
Currentpolarity DCEP (reverse polarity)
Amperes 296
Volts 291
Travel speed {inArin) 131
Maxmum heat input i) 3956
Wire feed speed {in min)
Arclransfer mode Spray
Shielding: Gaslype ArgoniCO2, 9010
Flow rate [do)] 35
Trailng: Gaslype
Flowrate ()]
Backing: Gastype
Flow rate (cin)
Slring or weave Stringar or Weave
Orificelgas cup size
C.IWD ) 58
KWultifSingle pass per side Single or Mult'ple passas
Mullilsingle electrode Single eleclrode
Maximum pass thickness (n)
Weld deposit chemis!ry E70C-6MMH4
Notes

V/EMOTce WPS 2014 01608
TPSoNn

Calateg n*

¢

'\l

Y
~

' mg%”"l‘\b-

) o s
I
)

4 Y,

(2) Copynght 2015 C’-spec Sclh.'_ara Al righls n:_serw:; \x‘:rld.ﬁ;‘
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Casco Bay Steel Structures

CASCO BAY One Wallace Ave, South Portland ME 04106

1 STRUCTURES 1

AWS - Welding Procedure Specification (WPS)
M - 7 WeldOficewps -
WPS record number B 653 - . - Revision Qualified to Awg [;; 5_
Date 10/5/2015 Company nama Casco Bay Steel Slruclu:es
JOINTS: Typical joint{s). See actual production d}ém‘ng?éﬁd éngﬁneeﬁng %beciﬁ-calrlons"!_a'r"d_etalls." T S o B
T T - -
| ]
1 I
i PARAMETERS ‘r
¥
! A v TS !
1 |
Corgd 296 29.1 134
. max 3268.6 311 161
' min 266.4 271 1141 :
| |
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, b i A TR S A N TR T T o e S 1 ST T e i T S e R e B A R e A PR T S T T R R TR
1 i
1 i
B-U2.GF i :
; "
1 1
1 1
| 1
I I
| I
| 1
! |
] )
Type of groove nng 6 V groove Min‘mum groove ang'e (429)| 40
B | Min'mum rool open'ng ()0
Maximum root face (n)| 3116
PREHEAT TABLE T ] -
Applicable standard

AWS D1.6 Bridge Weldng COdC‘For lhmn%s 118 1o 34(in ) 50( F). Preheal Lo 70 F:l ri lhu base metal temperalture is below 32(°F).

Over 3f4 thru 1-172{in ). 70{*F).
Over 1-112 thru 2-1/2{in.}: 150(°F).
i Qvar 2-1/2(in.): 225(°F).

Refor 1o AWS D1.5 2010 Table 4.3 (pg 85)

TECHNIQUE

Peen'ng

Surface preparation
Initialinlerpass deaning
Back gouging method

Not used

Grind/8last/chemica'Avirebrush clean lo be free of mojsture, slag, millsca'e, oils, dust
Brushing and Grind'ng

Grinding or Arr Carbon Arc Gouging

NOTES

|\
s

Signalure 1

Slgnalure 2

7 Signalum u

Name Name Signalure

Matthew J Cole 7> ) o
Dale % Matthaw J Cote Dale

101515 CWI 08051341 T

Signalure3 ) QC1EXP 5172017 signature 4 T

Name Signa{t; -  teme Signalure

Date - Dale

" (©) Copyrianl 015 C-spec Software. ANl rights reserved vortdide.
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(CASCOIBAY STeeL

£ 1 STRUCTURES 1 1

Casco Bé-y_SteeI Structures

One Wallace Avenue, South Portland ME 04106

AWS - Welding Procedure Specification (WPS)

B Sy - WeldOlfice WES o R -
WPS record number 661 Revision Quaiified lo
Dale 6/23/2015 Company nama
Suppoiting PQRY{s) 613 FCM
Relerence docs.
Scope
Groove
Joint Jeint datails for this welding procedure specification in!
JOINTS section of this WPS
BASEMETALS B " THICKNESS RANGE QUALIFIED (in)
Type Gr 50 P-no. Grp-no. - As-wolded With PWHT
Velded Lo Grs0 P-no. Grp-no. - o T Max, M. Ha
Backing: as rqd P-no. Grp-no. - Complele pen. . . -
Retlieis lmp?cﬂested - - - -
Partizl pen - - -
Hotes i
B Fillet walds - - -
B o DIAMETER RANGE QUALIFIED o
As-welded With PWHT
B Mia E A.'a_x_L M. Max. -
FILLER METALS o o THICKNESS RANGE QUALIFIED _ Gn)
As-welded With PWHT
lassi 4 ’ : 1< ;
B SFA C.assaﬂcai!on ) F-no. | Ao Cher-nsalfna‘yns or Trade name ™ Max T s
GMAW 536 E70C-8MH4 ] ESAB Core Wae!d C6 - - - -
Sup. filler - - - - - - Nore -
VIELDING PROCEDURE - ) B B -
Weld ng process GMAW
Type Semi-automatic
Min'mum preheatfinlerpass lemperature {R) SEE BACKPAGE
Maximum interpass tempersture [43] 390 F
Filler melal size () .052
Layer number
Posilion FH
Weld progression Not apphcable
Current/polarity DOCEP (reverse polarity)
Arrpares 296
Volls 291
Travel speed Gndmin) 134
Kaximum haal inpul (kXin) 395
Wiro leed speed Gndmin)
Arc lransfer mode Spray
Shieldng: Gas lype Argon/CO2, 90110
Flow rate [G] 35
Traiing: Gas lype
Flow rate «fny
Backing Gas lype
Flow rate [Si)]
String or weave Stringer or Weave
Orificegas cup size
C.TWD (n) 518
MultifSingle pass per sice Singlo or Multiple passes
KMuitilsingle electrode Single eloclrode
Rtaximum pass thickness (n)
Weld deposit chemislry E70C-6MH4
Notes

Calz'egn’ VIPE0003)

(5] CopyrignL 2015 Cospec Saftvrare. All rights reterved worldwids
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21 STRUCTURES ©_ 1

Casco Bay Steel Structures

One Wallace Avenue, South Portland ME 04106
AWS - Welding Procedure Specification (WPS)

VT ATE e AL B WeldOffice WPS B
WPS record number €61 Revision Qualified o
Date 6/23/2015 Company name
JOINTS: Typlcaljolnl{a) See actual producliun d:amngs and engrné;n?gspaclhcallor}s for details. . o o _
1 i
, PARAMETERS !
1 1
e I A v TS i
1 1
A Porgd 208 29.1 134
. max 328.6  31.1 164 |
Lomin 288.4 27.1 111 |
: "
_________________________________ e s o e e A A S e e i e S e AR 2 B RS S R R
] i
I i
TC-P4-GF ; :
I 1
! 1
1 1
1 |
1 1
1 [
1 1
1 1
1 1
] 1
Type of groove 7 Single-bevel-groova PJP Minimum groove ang'e de3)1 40
h Minimum root open'ng (G
Maximum root face (it} AS NOTED
PREHEAT TABLE I B
Applicable standard

AWS D1.5 Bridge Welding Cod

Over 2-1/2(in.): 225(°F).

Efor thickness 1/8 Lo 3/4(in.): 50(°F). Preheat lo 70({°F) il the base metal lemperature is betow 32{°F).
Over 3i4 Ihru 1-1/2(in): 70(°F).

Over 1+1/2 thru 2.1/2(in ). 150(°F).
Refer lo AWS D1.5 2010 Table 4.3 (pg 85)

TECHNIQUE

Peening

Sutlace preparation
Inital/interpass cleaning
Back goug’ ru |r'emod

Mot used

Brushing and Grinding
Not applicable

Grind/Blaslichemicalhwirebrush clean lo be free of moisture, slag, millsca's, oils, dust

HOTES

Signature 1} /) - Signature2 -
Name ! !__ ) - Signalxra Namc Swgnature o -
SNIALT2) ) MathowJCote | -
D“ 2 [ L CWI 08051341 Odlg -
G’/ ’7 /’ 5 QC1 EXP. 5/1/2017 o I

Sﬁqre_a_ o o Signature 4 B

Name B Signalure Name B ) - Signalure -
E!ln - 7777 - _Dale - - T

\We'dOlhae WPS 2014 01.0C
Cstisgn'  ViFSG003Y

(€) Copyright 2015 C-spec Softwzre. Al ﬂths re}n?\hork:lufe
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